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WHAT WE CLAIM IS: 





with a pair of rltably supported endless cas«,„g be,*, a casting mo,d form 
hetween movin casting surfaces of confronting generally planar sections o the 
L sections haling -rse surfaces opposite said casting surfaces - e casting^ 
having a mo,J metal entrance a, one end and a sohdified sheet article ou let a, an 
opposite end, aid a cas,in g injector for introduction of ntoiten metai mto he -tug 
mol d a, the entrance of the casting mold; the coolin g and guiding apparatus 
lp rl si„ g a.,is,onee,on g a,edno ZZ lehavi„ g asuppo n surface fac,n g a reverse 
surface of said Ling bc„, a continuous s,o. in the support surface arranged 
_e.y sub tantially completely across said casting be,, for dehvery of coohng 
^dtothLevlrsesurfaceofsaidheitintheformofacontinuousttlmavrnga 

substantially uni orm thickness and velocity of flow when considered m the 

position spaced from said continuous slot, and a vacuum system assorted w„h 
drainage opening for applying suction to said drainage opemng. 

The appa/tus of claim 1, wherein a first of said at leas, one nozzles taken in *e 
^Il/of advancement of the said b=„ though said casting apparatus is posted 
immediately adjacent to the entrance of the casting mold. 

3 The apparatus of claim 1 , wherein said drainage opening is an e.ongated gap in the 
support surface arranged transversely substantially completely across sard casting 



belt. 
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4. The apparatus of claim 1, wherein ,he slo. is of constant width along its entire ,en g ,h. 

5 . The apparatus of ciaim ., wherein said slot has a width dimension in said direction of 
advancement of more than about 0.125 mm. 

6 . The apparatus of Cairn 1 , wherein the siot has a width dimension in said direction of 
advancement in the range of 0. 1 25 to 0. 1 5 mm. 

f A 7. The appt/atus of claim 1, including a filter for Mtering partic.es from the cooling 

«l) liquid lioWd before said liquid passes through said slot. 

8 Theapparatnsofclaiml.whereinmenozzleincludesanelongatedchamber 
' communicating with said slot along substantially an entire length of satd slot, and at 

leas, one passage for supplying said cooling liquid to said chamber. 

9 The apparauts of claim 1 , including a, leas, one additional elongated nozzle provided 
' with a support surface having an elongated continuous slo, arranged transverse y 

substantia,* comp.etely across said casting belt for delivery of further cool.ng hqutd 

to said reverse surface. 

,0 The apparatus of claim 9, having from one to three such additional nozzles arranged 
' i„ succession in the direction of advancement of said belt though me castmg 

apparatus. 

, , The apparatus of c.aim . , wherein said nozz.e is posUioned a. said reverse surface 
immediately adjacent to said molten metal entrance of the casting mold. 

,2 The apparatus of claim 1, wherein said support surface includes a continuous 
' elongated groove arranged transversely subs.an.ia.ly completely across sa,d one of 
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having an outer end terminating in said groove. 

13. The apparatus of claim 1, wherein said support surface is planar. 

14. The apparais of claim 1. wherein said support surface is beveled away from said 
reverse surface at outer edges of said nozzle. 

,5. The aiparatus of claim 14, wherein said bevel extends inwardly from said outer edges 
towarjl said slot by a distance of from 2.5 mm to 3.5 mm. 

,6. The apparatus of claim 1. wherein said nozzle is rigidly mounted adjacent to said 

reverse surface. 

17. The apiatus of claim 1, wherein an array of point cooling nozzles is provided 
downstream of said nozzle provided with said slot. 

/ , 8 A t „i J belt caster comprising a pair of rotatably supported endless casting belts, a 
' castinj mold formed between moving casting surfaces of confronting generally planar 
sectioA of the belts, said sections having reverse surfaces opposite said casfng 
surf Js, the casting mold having a molten metal entrance a, one end and a sohdtfted 
sheet article outlet a, an opposite end, and a casting injector for introduCon of 
moltenUa, into the casting mold a, the entrance of the casting mold; sa,d caster 
including cooling and guiding apparatus for a, leas, one of said casting belts, 
comprising at least one nozzle having a support surface, for engaging a reverse 
surface i said one casting be,,, provided with a continuous elongated slot arranged 
transversely substantially completely across said one casting be,, for delivery of 
cooling liLid to the reverse surface of said be,, in the form of a continuous film 
having substantially uniform thickness and velocity of flow when considered 
transverse Lection of the belt, a drainage opening for removal of cooling hqutd 
spaced fr„m\said continuous s,o, and a vacuum system associated with said dramage 
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opening for applying suction to said drainage opening. 



19 The twii belt caster of claim 18, wherein a first of said at least one nozzles taken m 
the dirltion of advancement of the said belt though said casting apparatus is 
positioned immediately adjacent to the entrance of the casting mold. 

20 The twin belt caster of claim 1 8, wherein said drainage opening is an elongated gap in 
' the support surface arranged transversely substantially completely across said castmg 

belt. 



21 . The twin belt caster 
length. 



of claim 18, wherein the slot is of constant width along its entire 



22. The twin belt caster of claim 18, wherein said slot has a width dimension in said 
direction of advancement of more than about 0.125 mm. 

23. The twin belt caster of claim 18, wherein the slot has a width dimension in said 
direction of advancement in the range of 0.125 to 0.15 mm. 

24. The twin L caster of claim 18, including a filter for filtering particles from the 
cooling hind liquid before said liquid passes through said slot. 

25 The twin belt caster of claim 18, wherein the nozzle includes an elongated chamber 
communicating with said slot along substantially an entire length of said slot, and at 
least one passage for supplying said cooling liquid to said chamber. 

26 The twin belt caster of claim 18, including at least one additional elongated nozzle 
provided with a support surface having an elongated continuous slot arranged 
transversely substantially completely across said casting belt for delivery of further 
cooling liquid to said reverse surface. 
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27 The .win be!, caster of Cain, 26, having from one «o three such additiona, 1 nozz.es 
arranged in succession in the direction of adv_, of sa,d he,, ,hou g h the cas t ,n g 

apparatus. 

28 The twin be,, easier of Cairn IS, wherein said nozzie is coined a, said revere 
' surface tmmediateiy adjacent ,o satd mo.ten meta, entrance of the casttng moid. 

elongated groove arranged transverse* substantia,* compietely across satdoe of 
1 casting beits, said groove having a width greater than said siot, and satd s.o, 
having an outer end terminating in said groove. 

30. The twin belt caster of claim 18, wherein said support surface is planar. 

^31. The twin ft caster of claim 18, wherein said support surface is beveled away from 
&j said reverse surface at outer edges of said nozzle. 

f i - m ^1 wherein said bevel extends inwardly from said outer 
32 The twin belt caster of claim 3 1 , wherein saiu 

' edges towards said slot by a distance of from 2.5 mm to 3.5 mm. 

33. The twin belt caster of claim 18, wherein said nozzle is rigidly mounted adjacent to 

said reverse surface. 

34 The twin belt caster of ciaim 1 8, wherein an array of point cooling nozzies is 
provided downstream of said nozzle provided with satd slot. 

r a belt cooling and guiding apparatus, comprising a support surface for 
mB A reverse surface of a casting belt, the support surface having a length 
ip ond ng to a width of said be,, an elongated continuous slot in satd support 
navL a ,eng.h substantially the same as the length of the support surface for 
Loling liquid in the form of a continuous film having uniform thtckness 
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and vlocity of flow along the slot, and a drainage opening for removal of cooling 
liquid spaced from said continuous slot. 

36 The nozzle of claim 35, wherein said drainage opening is an elongated gap in the 
support surface arranged transversely substantially completely across said casting 
belt. 

37. The nozzle of claim 35, wherein the slot is of constant width along its entire length. 

38. The nozzle of claim 35, wherein said slot has a width dimension more than about 

0.125 mm. 

39. The nozzle of claim 35, wherein the slot has a width dimension in the range of 0.125 
to 0.15 mm. 

40 The nozzle of claim 35, including an elongated chamber communicating with said 
slot along substantially an entire length of said slot, and at least one passage for 
applying said cooling liquid to said chamber. 
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41 The nozzle of claim 35, including at least one additional support surface having an 
elongated continuous slot for delivery of further cooling liquid to said reverse surface. 

42 The nozzle of claim 35, wherein said support surface includes a continuous elongated 
groove arranged transversely substantially completely across said one of said casting 
belts, said groove having a width greater than said slot, and said slot having an outer 
end terminating in said groove. 



. The nozzle of claim 35, wherein said support surface is planar. 
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44. The nozzle 
reverse su 



of claim 35, wherein said support surface is beveled away from said 
•face at outer edges of said nozzle. 



45. The Aozzle of claim 44, wherein said bevel extends inwardly from said outer edges 



towaros said slot by a distance of from 2.5 mm to 3.5 mm. 



